IN TOE UNITED STATES PATENT AND TRABEMARK OFFICE 



In re Application of: 

James Patrick Griffin et al. : Examiner: G. Strimbu 

Serial No,: 10/619,154 : Art Unit: 3634 

Filed: My 14, 2003 :: Confirmation No.: 6780 

For: SECURITY DEVICE FOR A DOOR 



DECLARATION 

flames P, Griftm, Jr., hereby declare and say: 

L I am cmc of the inventors of the invention set forth in the above application. 

2> I am familiar with the prosecution history of said application, including an 
Office Action dated September 6, 2006 and Smith, UK Patent: Application No. 2,265,664 
and Barnes, U.S. Patent No, 306,806. 

3. In &e September 6, 2006 Office Action, claims in the above application, 
especial!} C1uir.cs 30-3-5 and 40-45, have been rejected as being unpatentable over the 
combination of the Smith patent application and the Barnes patent. The Examiner has 
ze? u s tpport his position that our invention is obvious. In 

o e has ik ic vol wol Id be < b\ ions to combine the Ion iitudiiia (tending 
metal piece in die Barnes patent that is applied to the edge of a door with the security 
systrem described in the Smith patent application. 



4. I am i - s cipal in a company in Toronto known as Saiedoor Systems lnc. ? 
a;0 lb , Tu security s> stems for doors for oyer IS years, I am 
especially familiar with door security systems similar to the one described in the Smith 
patent application. I know that such systems readily fail upon assault, 

5. < ni when aria stieh *s the 

i d no i o ?k* disc >sedip Barnes Is applied o he edge of door to 
prevent wrapping, the screws inserted along a longitudinally extending line in the middle 
of the igeofi it d o create a line of weakness where the door will fall upon assault 

6. A dour security system corresponding to the claims herein, pariichlsriy 
Claims 30 and 40, is sold under the name DOOR SAFE SYSTEMS™ in Canada and the 
nameSA' « - - \ Is 1 y in the United States. This door security System*. 

w< ?f'wMchyi and out of the packaging, are attached, has been on sale k Canada 
arid in the; United States for approximately fifteen months. Sales of the door security 
system haw I ba eased to the point that we are selling about 1 0,000 units pet 

< . f pi Ud ' ( % 1 1) in 1 i i * " r A c e > a p v v >: 
sdvw t v N units during 200" due to additional markets and more 

advertising. 

7. Became we felt that we should not invest much money in advertising for 
the DOOR SAFE SYSTEMS/SAFE DOOR SYSTEMS door security system until we 
had patent protection, most of the interest m the DOOR SAFE SYSTEM'S /'SAFE DOOR 
SYSTEMS door security system has been generated by word of mouth. In addition, 
when there were a rash of burglaries in the Toronto area about four months ago, a report 
from a local television station featured the DOOR SAFE SYSTEMS/SAFE DOOR 

n« eooritys e^ i solution fhaf port gene* edtremen * teres 
in our product, resulting in a spike in sales and then a continued bc$ • in monthly 
sales. 



j . : 065 o:^,.. 23as2S 



i i > 1 raking interest fi «ii c ■ ssu 



there Me two major 



$re c oo products i the United States tha «... to a 
I k >oR S\ I sYS I v&$Al* 1K)0E SYSTEMS door sec&aitv system to their line. Xa 

c £ t re so impressed with the 

of the DOOR SAFE SV'sVF-.MS/SAFE DOOR SYSTEMS door security ^tcm that they 
sped tk\ d h expressed interest in a "pod . . Th -\ ;\v\ - - • ; i 1 ; 

\; ;hc rrvdnc ik^o\e- wc h.ne .vcShel eiter into ans such ^ra^emur^ 
he item oion was clarified 

9. The DOOR SAFE SYSIBMS/SAFE DOOR SYSTEMS door security 
system is m important product to oar company, and we view it as a commercial success 
th us far based npoti the amount of sales compared to very limited advertising on our part 
and upon the amount of interest from others m the industry. 

I hereby declare that all statements made herein of my own knowledge are trae, 
that all statements mode on information and belief are believed to be tria, , am u he? 1 t i 



•so made- are punishable by tine or imprisonment, or both under 1 8 ILS.C. § 1 00 1 and mat 
such wilIM feise statements may jeopardise the validity of the application or any patent 
issuing -it 



were made with the knowledge that will fa < ; . statements 



he like 
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How to Specify and Design 
by Neil Fonger 



haciha^-y 



"t:'l#^^^iy I*; fvk-ts! Stamping Design y ., '''Vc 

a ; , :; : ; a ' Guidelines ^alu: ^ 

; m < *^ v •■ . ''<■■,-■•■' C* 

cayooc mmm- way of producing quantities of #,,.•*' a 

■: par's thai can nave many qualities ^ y^. 

: - ; ^-- : Y :'}- rx - nt *^lJ including strength, durability; wear v "" .. . ^ 

;a-, v , ia^nnn CapabiiHies range ftow resistance, good conductive yn . \||f, 

simpis properties and stability. We would ; 

-;s i .'area. 1 ! :: Pa.:;r '''..^^r like to share some ideas that could ■ \ :> 

™ -^p^ 00 ** 8 * 8 - help you design a part that - - 

? : a 0, optimizes ail the features thai the 

metai stamping process offers. .. e , e „;._ f , arts v 



respond wefi to rneta! stamping 
and forming. However, price and 
m • availability can vary greatly and 



eft; bag i ,;aeu ; 



arfeci the cost and delivery ot 
production metal stampings. There 
are factors that should be 
considered when selecting an aifoy 
and specifying physical 
characteristics of that material 



i ;; -y rea 



■• the host choice when cos 



somewhere In the truckioad range, if the material required ta produce a metal stare 
iess than this quantity, a steel warehouse can search to inventory to tine materia! tl 
f ~ f > , M * ^* dor < 

a - ^ i pf t i. 

the cost can increase exponentially. 



Chemistry 

C m spec ylng a oy i 

e many diffe lays produce ferrous and norarerroi enals alike., but « 
thickness tolerances, the less < on < alloys w;ii bo costom-arodoceti by the < a 
jeq o , s possible to fine son so ho is sup ( e£ 

Like with no rd th c^nesse- his ouid b 

- >mers : requirements and delivery schedules 
fhe que - - 

a <• hs f i t i <. i ■oaiocenous ale mix. From our experience, today s metais 



hit; ana a ^ v p<o'C b ~i 
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and of a much more consistent quality. Savings can be had from taking advantage 
in stock warehoused alloys. 

Blanking. Trimming, and P&rforaUng 

The Anatomy of 3 Hole 

Normal metal stamping processes -svoive driving a sharpened tool steel punch thrc 
* „ e! a v . itiv > teir A t s - < -. >. v. ea 

punch and die are closely defined and specified. And the process produces a very 
condition on the mashed part. Basically, the punch starts out by trying to compress 
, edge As the snarp pe \c c it tf roug •> 

ig a straight, burnished wall, us ) a t irou jr > 

:,;><;-<■ .-m-mgth of the material it yields, breaking away in a see -m. m 



Buns, like parting lines in plastics or flash on cast ngs, are or i i >< products of tr 
pi ( > j ^ so< > c r -^3 *°^n 

rd cue p ses be h uj I cuut , ^ Ue . r ck ess c 

Burrs can he dulled or removed by mass finishing processes ot secondary operatic 
- ar. p cat > 

vicing 

Since punch and die clearances are normally arc nd « 0 >f material thickns 
bottom portion of the hole or trim will be tapered hie amount of die clearance. Then 
1 ty mea ed at the shear, or smailes - J ding t 

Likewise, an outside dimension will be measured at the shear or largest portion, wit 
i - s breakaway cannot be tolerated " a part ct i 
fare can be re-trimmed or "shaved" to pro< 
will require an additional step or secondary operate Mo » - v v < \ ' 

extreme ; leatabie and very close tolerances can be expected. Size tolerances c 
a. s.. \m- 



i a flat biank part can be done in t * 

os > ' M/2 X rr -m r - est bt s< se; arate ; 

requm. e iiuvr 

on invert p an* 1 - , - 1 

material spang-back must be considered and allowed for. 
stations 

The same compressive forces exerted on the material are shared by the tooling. A 
punch perforating .062 thick mild steel will require 2-1/2 tons of pressure behind it t 
60 pads per r< rem :> is alarms ee > , > 

f x 5ere is ?ot c -> ^ 

ig >< rf >i jttoi s with a cr sect netet altos 

a minimum. 

Sending and Forming 

< i . ,> m * * f- ) s 
by the up and down movement of press equipment. Amazingly comoiex shapes ca= 
>ing this pro ess hf i good meta esic w ski the p ess and ; 

considerstion. 

i i i io 1 - j en ne- me mom < 

in teams of how tightly they wsl bend without cracking and whether with the g/ - ■ ■ ■ 
materia * nng >aek a e" fo v e - * 

standpoint, how much extra work or over- bend must be induced to achieve the sps. 



Si 



Location 
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Generally, anything up to 90 degrees can be clone in one operation. Beyond that, a 
--m, be > - > i - v 

position w e ie base materia is For that re sot k of on < j 

least 2-1/2 { fnes t! e ate , t » adius 

Distortion 

As rnetai s f r> ^ r ms - 1 

compressed, while the materia! on the outside of the bend is stretched. 

On thicker materials and bends m* rc ill inside I N 

be some overall thinning of materia! 1m o m~ - * « <• 

t te » side of the e e 

bend bulges. If they are not acceptable, the blank must be contoured to eompensai 

, ' i s,\ed i'o/8<! bll.. "> Aat > v * 1 

Far the same reason, when two adjacent sides are folded up, as in forming a box, ; 

i e base ot oc bene i 
round hole placed at the convergence point of the sides. 

When a leg is formed up alongside a flat section of the part, consideration should b 
transition from form to fiat. The fiat section should he trimmed back to the base oft? 
the edge of a flat section must be flush with a formed leg, bend reliefs should be cu 
either s;de of the leg. 

Dimensioning forms 

Formed features are subject to a number of variables. Including material thickness 

r ' t ' < t <. -> i r ' v 

Dimensions should always be given to the inside of the formed feature. Angular felt 
degree or so should bo allowed on bends of any angle. For this reason, toierancing 
m ■ - or ere > < mm snoukf take the angular tolerance c I < ht xf a d ih< dis 
bend irito consideration. Where a feature has multiple bends, tolerance stack-up sh 

■ 1 > + olerances need to be iig t ^ > 

required to meet this specification. 

Deep Draw 

The process 

Deep draw refers to the 5 i a flat blank" of t Dvera 

. , ,'cdue ng a dosed bottom, sound or rregL ■ 
confused with stretch-forming, The blank is actually forced info a plastic state as it I 
die radius and down into the die. This process s lone under caic & 
- punch and die radii pi 

- 

The 2 stages of a draw are cupping and drawing When the punch i 
the punch initially embosses the material info the die. Some stretching occurs at thi 
produces what Is known as a "shock line". This is a pronounced area of thinning an 
x ,t 3 uo nto the vaKofmesh^ D* e shape of 

„ > v s 1 <- n t t , r ' 'am • 

^ >o i t; i ML «r^b[) if 

i »e ; * m i " - - " < n 

r^ete*- , m \ t <<- k m - ~ t j ' t r , s O'e 

provided for this thickening to occur so that the material will not got bound up beivw 

aidb t ; ^' t . o,' 

irawn she! * taper from bottom to top t is possible t< 1 e this through s 
operations, but not eliminate it entirely. 
' f ^ ar* used to produce a .rhe ' > < ' ; 
cross the ank 1 the it' 1 

v. ( s i }♦ CH" 

drawn shell will not be perfectly round. A flange added to the top of the shell will mi 
sm i the flange *he less strergl' has * 



h:tp w *h i -as aw „ - v v ,rpt ■? \ a 1 
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a Drawn SK 

Since the original blank is so altered by the deep draw process, the wall thickness s 

v ' s. Depending pf < > 1 v 

■>ot„ fc n o she > - s of a o he .sec 1 r 

or the maximum wall thickness. Wall thickness can be speeded :n more detail, but 
) )ment work irs oeen done with the s foi rr 

punch, shells are typically dimensioned to the inside diameter, with taper allowed fr 

2ly the shell can t erwith the max 

top, and tapering down to the bottom. 

lt * l vo, w w O - f 6 est 

-}< side diameter. Since the shell has a ranius < top ? t 

( ( + s - C€ > t >i j - i - t A > 

i e ot ojgh c!e<? oocf to e 
bottom of a shell can be otcrced out in a sit < ' 

ut-off edge is desin 
chining o cut-off operation and should be specified on t e part draw 

Flatness 

^ coile * sal ' « s t. As m s i s 

•oo < ve shape along its length caiseo - a ->< ■ , - o \ o 

a slight arc to it. This is called crossbow. Coif set can be minimized or removed by i 
equipment at the beginning, of the metal stamping process. But crossbow is much fc 
and generally survives to affect the flatness of the finished stamping. 

Stamping Process. 

s v e V( ce c or the 

o the cut the bo* om edge 
o flatness of the ' n >r mc 

becoming severe In heavier stock or tougher materials such >.m smu ess steels and 
alleys. When flatness is critical, tooling can be designed to minimize distortion but i 
stations or secondary operations. 

For the same reason, perforated or trimmed U s x ase to e< 

' com- 3 ;m i to o < mam, ml >tov.^ei - . s a ted or thinned ed 

thumb in stamping design is to leave a minirt un o* * ness t 

f C&. Also, the stretching and compression of forml c stort hoi 
t 0 -<')e^ o i« . u j t m h ' ) * *' e <a 

feature, i? this is not possible, the hole should be designed with sufficient clearance 
distortion. 

Cosmetics 

Tool marks 

e , -eq fe< * ^ >" 1 a 
] ft ais A punch wiping by the mateoai c ' i marks « 
< - t m - 1 h < - - i - - Corns 

it - f "> ~< r i 

are used to form the part, holes drilled for fasteners can leave marks on the part. II 
are a normal part of trie metal forming process, however when cosmetics are ruot 
30 be minimized by the use of creative t< log te ju< re gn 

Handling 

Mos me ess equlpms 

m mi factoring process i he largest con sine s possit 5 fir e 

They are subject to toe dings and scratches common to this type of process. 

5 most helpful to knov c r - f 

possible, cosmetic specifications should be described on the part drawing. 

Larson Tool and Stamping 
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SO Oiivs St. 
Attssboro, MA 02r03A802 
508-222-088" 
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